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assist the flow of the metal. Sections as thin as ^ in. can be cast with
zinc base alloys.

External screw threads can be cast in the zinc and aluminium base
alloys provided they are of a form, such as the Whitworth Vee, which
will permit the auxiliary dies used to produce them to be withdrawn
readily and provided the pitch is not less than about -^ in. The use of
auxiliary dies results in parting lines down each side of the screw and
the slight fins produced may have to be machined away. This can be
avoided by using a solid die which is inserted into the main die and
which is removed with the casting when the dies are opened ; the die
then has to be screwed off the casting. This method, however, slows up
the production and machining the thread from the solid might be
preferable. .

Internal threads can be cast quite satisfactorily provided the hole is
not smaller than about -J- in. in diameter ; threaded cores are necessary
and these must be screwed out of the casting before the latter is removed
from the dies ; the unscrewing is frequently done by means of a lever,
rack, and pinions. Small holes can, however, almost always be formed
more cheaply by machining them from the solid and frequently it will
prove cheaper to machine the threads of large holes rather than,to cast
them.

Pressure Casting Dies. The design of these is more difficult than
that of gravity dies and it is best left to designers possessing the necessary
experience. The remarks that follow are intended to do no more than
introduce the reader to the elements of the subject. Dies may be divided
into three classes: (1) Single ; (2) Multiple ; and (3) Combination.
Single dies cany only one impression and produce only one casting per
machine cycle or " shot." Multiple dies have several impressions of the
same article formed in them and combination dies have several impres-
sions but not all of the same article. Multiple and combination dies
obviously cost more than single dies, but when large quantities are
required will give a lower cost per article. Dies are also classified
according to the position of the sprue through which the metal is injected.
If the sprue is cut partly in one die and partly in the other the dies are
called " split-sprue " dies. If the sprue passes through one of the die
blocks (invariably it would be the fixed one) from the back into the
impression the die is called a " solid-sprue " die. The determination of
the position of the parting surface of the dies in relation to the casting
is a matter of importance. The concentricity or relative position of a
boss and a flange can be guaranteed to very small limits if both are
formed in the same die block, but if the boss is formed in the fixed die
and the flange in the moving die mis-alignment may occur. The
positioning of the ejector pins by means of which the casting is ejected ~~
from the die calls for experience and judgment. Badly placed pins may